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RULES AND REGULATIONS FOR THE 
CLASSIFICATION OF SHIPS, July 2008 


Notice No. 1 


This Notice contains amendments within the following Sections of the Rules and Regulations for the 
Classification of Ships, July 2008. The amendments are effective on the dates shown: 


Part Chapter Section Effective 
date 

3 10 2 1 August 2008 
4 2 4 Corrigendum 
4 7 12 Corrigendum 
4 9 9 Corrigendum 
5 1 2 1 August 2008 
5 2 4 1 August 2008 
5 3 3 1 August 2008 
5 4 4 1 August 2008 
5 5 3 Corrigendum 
5 5 4 1 August 2008 
5 10 1 1 August 2008 
5 11 1 1 August 2008 
5 12 2 1 August 2008 
5 17 1,2, 3, 4, 5, 6, 7 1 August 2008 
& 9 5,6 Corrigenda 


It will be noted that the amendments also include corrigenda, which are effective from the date of this Notice. 


The Rules and Regulations for the Classification of Ships, July 2008 are to be read in conjunction with this 
Notice No. 1. The status of the Rules is now: 


Rules for Ships Effective date: July 2008 
Notice No. 1 Effective dates: 1 August 2008 & Corrigenda 


Part 3, Chapter 10 


Part 3, Chapter 10 
Welding and Structural Details 


Effective date 1 August 2008 


i Section 2 
Welding 


2.1 General 


22 Unless otherwise indicated, all welding is to be in 


accordance with the requirements of Chapter 13 of the Rules 
for Materials. 


2.2.1 Abrupt change of section is to be avoided 
plates of different thicknesses are to be butt welded. 


ickness is less 
ithin the width of 


correspondingly. Where the difference in 
than 3 mm the transition may be achieved 


procedure tests, that the Rule 
achieved and that the weld prgfile is such that structural 
continuity is maintained to thefurveyor’s satisfaction. 


2.2.2 Where stiffenfig members are attached by 
continuous fillet welds And cross completely finished butt or 
seam welds, these welds are to be made flush in way of the 
faying surface. Sifilarly, for butt welds in webs of stiffening 
members, the J#utt weld is to be completed and generally 
yn the stiffening member before the fillet weld is 


2.3.1 Overlaps are generally not to be use connect 
plates which may be subjected to high tensleOr compressive 
loading and alternative arrangements-afe to be considered. 
Where, however, plate overlaps adopted, the width of the 
overlap is not to exceed r times nor be less than three 
times the thickness é thinner plate and the joints are to be 
positioned as te~allow adequate access for completion of 


2.4.1 For the connection of plating to inteafal webs, 


~ Slots are not to be filled with welding. For rudder 


2.5.1 Where permanent or tem studs are to be 
attached by welding to mai Ctural parts in areas subject 
to high stress, t posed location of the studs and the 
weldin @dures adopted are to be to the satisfaction of 


26 2.2 Fillet welds 


26-2 2.2.1 
determined from: 


The throat thickness of fillet welds is to be 


Throat thickness = th x weld factor x d 
Ss 


where 
d = the distance between start positions of successive 
weld fillet, in mm 
s = the length, in mm, of correctly proportioned weld 
fillet, clear of end craters, and is to be not less than 
75mm 
t, = plate thickness, on which weld fillet size is based, 
inmm 
see also Fig. 10.2.1 
Weld factors are given in Tables 10.2.1, 10.2.3 and 10.2.4. 


Existing paragraphs 2.6.4 to 2.6.9 are to be renumbered 2.2.2 
10:22; 


26-3 2.2.6 Except as permitted by 26-4 2.2.5, the 
throat thickness of the weld is not to be outside the limits 
specified in Table 10.2.2. 


(Part only shown) 


26-0 Ieee Continuous welding is to be adopted in the 


following locations, and may be used elsewhere if desired: 
(h) Where 26-4 2.2.5 applies. 


Existing paragraph 2.6.11 has been renumbered 2.2.8. 


Existing sub-Sections 2.7 and 2.8 have been renumbered 2.3 
and 2.4. 


2.92.5 Welding equipment 


Welding plant and equipment are to be in accordance with 
the requirements specified in Ch 13,1.8 of the Rules for 
Materials. 


2-40 2.6 Welding consumables and equipment 


2140+ 2.6.1 


Welding consumables used and associated equipment is to 
be in accordance with the requirements specified in Ch 13,1.8 
of the Rules for Materials. 


Part 3, Chapter 10 


A Ne ek ean Poe eee ears _— a 
U DCCTAa ale OVC Tanke g 


storage and handling of all welding consumables. Prior to usé 
they are to be kept in a heated dry storage area with/a 
relatively uniform temperature. Condensation on the mé¢tal 
surface during storage and use is to be avoided. Flux-coated 
electrodes and submerged arc fluxes are to be stored yinder 
controlled conditions. Other welding consumables, syich as 
bare wire and welding studs, are to be stored unfler dry 
conditions to prevent rusting. Prior to use, the Wwelding 
consumables are to be baked as per the manufacturers’ 
recommendations. 


2.10.3 Steel welding consumables approved/oy LR, up to 
and including Grade Y40, are considered agceptable for 
marine construction in line with the following: 

(a) Consumables are acceptable for weldjng steels up to 
three strength levels below that for wiJich the approval 
applies (e.g. 3Y is acceptable for weldifig 36, 32 and 27S 
higher tensile ship steels and normal gtrength ship steel). 

(bo) Consumables with an approved/impact toughness 
grading are acceptable for weldifg steels with lower 
specified impact properties subject to (a) (e.g. 3Y is 
acceptable for EH, DH and AH rfaterials). 

(c) For joints between steels of different grades or different 
strength levels, the welding cHnsumables may be of a 
type suitable for the lesser/grade or strength being 
connected, provided that dye consideration is given to 
the total load carrying requiyement of the joint. The use of 
a higher grade of welding Fonsumable may be required 
where attachments aré made to main structural 
members of a higher grade or strength. 


2.10.4 Where the carbgn equivalent, calculated from the 
ladle analysis and using the formula given below, is in excess 
of 0,45 per cent, approyed low hydrogen welding consum- 
ables and preheating gre to be used. Where the carbon 
equivalent is above 9,41 per cent but is not more than 
0,45 per cent, approvéd low hydrogen welding consumables 
are to be used, but preheating will not generally be required 
except under congitions of high restraint or low ambient 
temperature. Whgre the carbon equivalent is not more than 
0,41 per cent, w¢lding consumables that have no hydrogen 
grading may be/used and preheating will not generally be 
required excepy/ as above. 

Carbon Mn ‘ Cr+Mo+V z Ni + Cu 
equivalent 6 5 15 


=C+ 


The type of consumable and preheat proposed for low alloy 
steels will be subject to special consideration. 


2.10.5 / All aluminium alloy welding consumables are to be 
approved by LR. The following consumables and material 
gradef apply: 


onsumable Base material 

alloy grade alloy grade 
RA/WA 5754 
RB/WB 5086, 5754 
RC/WC 5083,5086,5754 
RDAVD 608 


GOO5A BOG 
ote ore SSS 
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2-H 2.7 Welding procedures and welder qualifications 


ene Welding aoe uae are to be eee a un 
welding of all joints in accordance with the requirements 
specified in Ch 13,1.9 of the Rules for Materials. 


2Ht2 2.7.2 


S -_ : se : 
eccutdurng-consttictor-oHthe-ship- All welding procedures 


are to be tested and qualified in accordance with the require- 
ments of Chapter 12 of the Rules for Materials and are to be 
approved by the Surveyor prior to construction. 


2A 2.7.3 Fhe-erepesec-welding-_precedures—areto 
be-appreved-by-the-Stmeyersrerte-cernsitictoer Welders 
and welding operators are to be proficient in the type of work 
to be undertaken and are to be qualified in accordance with 
the requirements specified in Chapter 12 of the Rules for 
Materials. 


2.11.6 


of weldi 


2-42 2.8 Workmanship and shipyard practice 


242+ 2.8.1 A sufficient number of skilled supervisors is 
to be provided to ensure an effective and systematic control 
at all stages of welding operations. 


and “Welded in Works ate eanieaeica by Builders, 
Surveyors are to inspect the sub-contractor’s works tg 


achieved. 


2.12.3 Structural arrangements are tg45e such as will allow 
adequate ventilation and access for preheating, where required, 
and for the satisfactory completio~6f all welding operations. 


2.12.4 The location ff welding connections and 
sequences of welding a to be arranged to minimize restraint. 
Welded joints are toe so arranged as to facilitate the use of 
downhand weldfg wherever possible. 


sequence and overall shrinkage of plate panels, assemblieg, 
etc., resulting from welding processes employed. Welding/s 
to proceed systematically with each welded joint bejng 
completed in correct sequence without undue interruptfon. 
Where practicable, welding is to commence at the centr¢ of a 
joint and proceed outwards or at the centre of an assémbly 
and progress outwards towards the perimeter so that each 
part has freedom to move in one or more dirgctions. 
Generally, the welding of stiffener members, ipcluding 
transverses, frames, girders, etc., to welded plate panels by 
automatic processes is to be carried out in such @way as to 
minimize angular distortion of the stiffener. 


2.12.7 The surfaces of all parts to be welded are to be 
clean, dry and free from rust, scale and gréase. Where 
manual metal arc welding is used, each run pf deposit is to 
be clean and free from slag before the nexé run is applied. 
Before a sealing run, or the first run, is applied to the second 
side of a full penetration butt weld or T-joint, the root is to be 
back-chipped, ground or air-arc gouged to sound metal. 
With other multi-run welding processes /back-gouging may 
not be necessary, before the first run is gpoplied to the second 
side. When air-arc gouging is used for fhis operation, special 
care is to be taken to ensure that the/ensuing groove is slag 
free and has a profile suitable for thescompletion of welding. 


2.12.8 Where prefabrication prinfers are applied over areas 
which will be subsequently welded, they are to be of a quality 
acceptable to LR as having no gignificant deleterious effect 
on the finished weld, see Ch 2, 


2.12.9 All joints are to be properly aligned and closed or 
adjusted before welding. Excgssive force is not to be used in 
fairing and closing the work. Where excessive gaps exist 
between surfaces or edg&s to be joined, the corrective 
measures adopted are to bf to the satisfaction of the Surveyor. 
Provision is to be made fof retaining correct adjustment during 
welding operations. Clanjyps with wedges or strong-backs used 
for this purpose are to b¢ suitably arranged to allow freedom of 
lateral movement betw¢gen adjacent elements. All such tempo- 
rary fitting aids are to bé made from the same type of material as 
that of the weld joint, &.g. stainless steel with stainless steel. 


2.12.10 Tack wejds are to be kept to the minimum and are 
to be made in accordance with the approved welding 
procedure. Tacl welds that are to be retained as part of the 
finished weld ar¢ to be clean and free from defects. Care is to 
be taken wher removing tack welds used for assembly to 
ensure that thé material of the structure is not damaged. 


2.12.11 Ggnerally, tack welds are not to be applied in 
lengths offless than 30 mm for mild steel grades and 
aluminiunjalloys, and 50 mm for higher tensile steel grades. 


2.12.12] Special attention is to be given to the examination 
of platifg in way of all lifting eye plate positions to ensure 
freedom from cracks. This examination is not restricted to the 
positions where eye plates have been removed but includes 
the positions where lifting eye plates are permanent fixtures. 


2.72.13 Welded temporary attachments used to aid 
cpnstruction are to be removed carefully by grinding, cutting 
gr chipping. The surface of the material is to be finished 


isimpgoth bwiarinding followed bh 2 dots fava 


Z Where compote rome oflifting 


the fillet weld connections and the remainder chipped ard 
ground smooth. However, alternative methods of removing 
these attachments will be considered. 


2.12.15 Any defects in the structure resulting frofn the 
removal of temporary attachments are to be repaired 


2.12.16 When modifications or repairs have be&n made 
which result in openings having to be closed by welded 
inserts, particular care is to be given to the fit of thé insert and 
the welding sequence. The welding is also to b& subject to 
non-destructive examination. 


2.12.17 Fairing, by linear or spot heatifig, to correct 
distortions due to welding, is to be carried ouf using approved 
procedures in order to ensure that the groperties of the 
material are not adversely affected. Visua¥examination of all 
heat affected areas and welds in the vicinity is to be carried 
out to ensure freedom from cracking. The use of spot or line 
heating to correct distortion is not permitted for aluminium 
alloys. 


2.12.18 All major welding operatigns that would adversely 
affect finished machined tolerances Are to be complete before 
the final machining operations on, fpr example, rudders, stern- 
tubes, propeller brackets and jet Jnits. 


2.12.19 Preheating is to be applied in accordance with the 
approved procedure. When th¢ ambient temperature is below 
0°C or where moisture reside on the surfaces to be welded, 
due care is to be taken fo prewarm and dry the joint 
preparation. 


2.12.20 Adequate protection is to be provided where 
welding is required to bé carried out in exposed positions in 
wet, windy or cold weather. 


2.12.21 Special atténtion is to be paid to preheating when 
low hydrogen electrfdes are used for higher tensile steels on 
thick materials unger high restraint or when applying small 
weld beads. 


2.12.22 Repajfs to defective welding are to be carried out 
using approved welding consumables and procedures. The 
repair is to be/re-examined, see also 2.13.19. 


2.12.23 ajor repairs are not to be carried out without prior 
approval of the Surveyor. 


2.12.24 | Repairs to defects found in the base materials 
during gonstruction are not to be carried out without prior 
approyal of the Surveyor. If repairs are agreed, these are to 
be cafried out in accordance with the requirements of the 
relevant Section of Part 2, using qualified welding procedures. 


2.]2.25 When misalignment of structural members either 
sie of bulkheads, decks etc., exceeds the agreed tolerance, 
€ misaligned item is to be released, realigned and rewelded 


Part 3, Chapter 10 


applicable: 
(a) 


O<esses. 


mt edges are to be scratch-brushed, preferably 
order to remove oxide or 


243 2.9 Inspection of welds 


213-1 BOR) Effective arrangements are to be provided 


by the Shipbuilder for the 4svat inspection of finished welds to 
ensure that all welding has been satisfactorily completed. 


avoided All finished welds are to be subjected to non- 
destructive examination in accordance with the requirements 
specified in Ch 13,2.12 of the Rules for Materials. 


2.13.4 
primer prior to inspection provided it does not interfere with 
inspection and is removed, if required by the Syfveyor, for 
closer interpretation of possible defective areas 


2.13.5 Visual inspection of all welds maye supplemented 
by other non-destructive examination te(Aniques in cases of 
unclear interpretation, as considered necessary by the 
Surveyor. 


2.13.6 In addition to visual ingsdection, welded joints are to 
be examined using any one gf a combination of ultrasonic, 
radiographic, magnetic partjéle, eddy current, dye penetrant 
or other acceptable methgds appropriate to the configuration 
of the weld. 


2.13.7. The mefhod to be used for the volumetric 
examinations of welds is the responsibility of the Shipbuilder. 
Radiography Y#sing x-rays is generally preferred for the 
examinatiop“fof butt welds of 10 mm thickness or less. 
Ultrasonicfexamination is acceptable for welds of 10 mm 
thicknesg or greater and is to be used for the examination of 
full pefetration, tee butt or cruciform welds or joints of similar 
conaguration. Where ultrasonic inspection of welds below 
mm in thickness is proposed, this will be specially 


dored- by LR ND 


Part 3, Chapter 10 


fe) Nola etinoe ayaa otion WT A TO AO oa a = PO 
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accordance with definitive written procedures prepared 
accordance with a nationally or internationally recogniséd 
standard and authorised by Level Ill qualified personnel. As a 
minimum, procedures are to identify personnel qualificAtion 
levels required, NDE datum and identification syste, the 
extent of testing, NDE methods to be applied with teghnique 
sheets, acceptance criteria to be applied and the geporting 
requirements. All NDE procedures are to be apprgved by a 
surveyor prior to beginning examination. 


2.13.9 Non-destructive examinations are to Ye undertaken 
by personnel qualified to an appropriate level of a certification 
scheme recognized by LR, such as thos¢ based on the 
requirements of ISO 9712, EN 473 or SNT-7C-1A. Generally, 
inspection personnel subject to direct suyervision are to be 
qualified to Level |; where personnel are/unsupervised, they 
are required to be qualified to Lev€l Il or Level Ill as 
appropriate. Qualification schemes for level | and II personnel 
are to include assessment of prActical ability where 
examinations are to be made on representative test pieces 
containing relevant defects. The reéults of qualification tests 
are to be made available upon reqflest. 


2.13.10 Checkpoints examined at the pre-fabrication stage 
are to include ultrasonic testing on examples of the stop/start 
points of automatic welding afd magnetic particle inspections 
of weld ends. 


2.13.11 Checkpoints examined at the construction stage 
are generally to be selegted from those welds intended to be 
examined as part of th¢ agreed quality control programme to 
be applied by the Shipbuilder. The locations and numbers of 
checkpoints are to ~e agreed between the Shipbuilder and 
the Surveyor. 


2.13.12 Wherg components of the structure are sub- 
contracted for fabrication, the same inspection regime is to 
be applied as/if the item had been constructed within the 
shipyard. In ynese cases, particular attention is to be given to 
highly loadéd fabrications (such as stabilizer fin boxes) 
forming anfntegral part of the hull envelope. 


2.13.13/ Particular attention is to be paid to highly stressed 
items. /Magnetic particle inspection is to be used at ends of 
fillet welds, T-joints, joints or crossings in main structural 
menfoers and at sternframe connections. 


2.43.14 Checkpoints for volumetric examination are to be 

elected so that a representative sample of welding is 
PASH 2.9.3 Typical locations for volumetric examination 
and number of checkpoints to be taken are shown in Table 
10.2.6. Critical locations as identified by ShipRight FDA 
Procedure (see Chapter 16) will also be considered. A list of 
the proposed items to be examined is to be submitted for 
approval. 


tion is to be carried out on ships to be assigned the clasg& 

notation ‘Chemical tanker’: 

(a) All crossings of butts and seams of cargo tank bulkhéad 
plating joint welded in assembly areas or on the befth. 

(bo) Where cargo tank boundary welding is compl¢ted in 
assembly areas or on the berth, a minimum of10 per 
cent of the total weld length is to be crack detgcted. 

(c) Where side and bottom longitudinal framing and 
longitudinal stiffeners terminate at transverse/oulkheads, 
a minimum of 10 per cent of the bulkhegd boundary 
connections is to be crack detected in gddition to the 
requirement given in (b). 

(d) Where longitudinal framing and longifadinal bulkhead 
stiffeners are continuous through trangverse bulkheads, 
30 per cent each of the bottom and ghipside boundaries 
and 20 per cent of the longitudinal Bulkhead boundaries 
are to be crack detected in additidn to the requirement 
given in (b). 

(e) Where transverse framing mgmbers are continuous 
through the cargo tank bgundary, a minimum of 
10 per cent of boundary cgnnections is to be crack 
detected. 


2.13.17 For the hull structur¢ of refrigerated spaces, and of 
ships designed to operate in Jow air temperatures, the extent 
of non-destructive examinafion will be specially considered. 
For non-destructive examination of gas ships see the Rules 
for Liquefied Gases. 


2.13.18 For all ship fypes, the Shipbuilder is to carry out 
random non-destructive examination at the request of the 
Surveyor. 


2.13.19 The full Axtent of any weld defect is to be ascertained 
by applying adgitional non-destructive examinations where 
required. Ungcceptable defects are to be completely 
removed and/where necessary, re-welded. The repair is to 
be examineYafter re-welding. 


2.13.20 /Results of non-destructive examinations made 
during cpnstruction are to be recorded and evaluated by the 
Shipbufder on a continual basis in order that the quality of 
welding can be monitored. These records are to be made 
available to the Surveyors. 


2.43.21 The extent of applied non-destructive examinations 
iZ to be increased when warranted by the analysis of previous 


Part 4, Chapters 2 & 7 


Part 4, Chapter 2 
Ferries, Roll on-Roll off Ships and Passenger Ships 


CORRIGENDUM 


a Section 4 

Shell envelope plating 
4.2 Bow flare and wave impact pressures 
(Part only shown) 
4.2.1 The bow flare wave impact pressure and wave 
impact pressure on other parts of the side shell plating close 
to and above the design waterline, Pp; , in KN/m? due to 
relative motion is to be taken as: 
*Xy_ = longitudinal distance, in metres, measured forwards 


from the aft end of the Lw, to the location being 
considered 


Part 4, Chapter 7 
Bulk Carriers 


CORRIGENDUM 


& Section 12 
Steel hatch covers 


12.5 Allowable stress 


Table 7.12.2 Permissible stresses 
Failure mode Permissible stress, in N/mm? (kgf/mm?) 
Bending = 0,80cF 


Shear 0,46 0,460- 


Symbols 


of = minimum upper yield stress, in N/mm? (kgf/mm2) 


Part 4, Chapter 9 & Part 5, Chapters 1 & 2 


Part 4, Chapter 9 
Double Hull Oil Tankers 


CORRIGENDUM 


a Section 9 
Primary members supporting 
longitudinal framing 


9.1 General 


9.1.3 The scantlings of primary members are, in general, 
to be determined from direct calculations carried out in 
accordance with the requirements of Section 14 or in accor- 
dance with the requirements of this Section or the relevant 
Sections of Chapter 10. The direct calculations are to be 
submitted with the plans for confirmatory purposes, see also 
4++9 ee 


Part 5, Chapter 1 
General Requirements for the Design and Construction of Machinery 


Effective date 1 August 2008 


B Section 2 
Plans and particulars 


2.3 Welding 
Zaonl Welding consumables, plant and equipment are to 


be in accordance with the requirements specified in Ch 13,1.8 
of the Rules for Materials. 


2.3.2 Welding procedures and welder qualifications are 
to be tested and qualified in accordance with the require- 
ments specified in Chapter 12 of the Rules for Materials. 


2.3.3 Production weld tests are to be carried out where 
specified in the subsequent chapters of these Rules. 


2.3.4 All finished welds are to be subjected to non- 
destructive examination in accordance with the requirements 
specified in Ch 13,2.12 of the Rules for Materials and or the 
requirements specified in the subsequent chapters of these 
Rules. 


Part 5, Chapter 2 
Oil Engines 


Effective date 1 August 2008 


| Section 4 
Construction and welded 
structures 


4.3 Materials and construction 


carried out in accordance with the requirements of 
Chapter 13 of the Rules for Materials, using welding proce- 
dures and welders that have been qualified in accordance 
with Chapter 12 of the Rules for Materials. 


4.5 Inspection 


4.5.2 On-complcton-ofwelding-anc-stress_rotiefH heat 
troatment-allweldc-areto-be-examined Inspection of welds is 


to be in accordance with the requirements of Ch 13,1.11 of the 
Rules for Materials. 


Part 5, Chapters 3 & 4 


Part 5, Chapter 3 
Steam Turbines 


Effective date 1 August 2008 


a Section 3 

Design and construction 
3.2 Welded components 
3.2.2 Welding is to be carried out in accordance with the 
requirements of Ch 13,4 of the Rules for Materials using 
welding procedures and welders that have been qualified in 


accordance with Chapter 12 of the Rules for Materials. 


Existing paragraphs 3.2.2 to 3.2.7 have been renumbered 
8.2.3 to 3.2.8. 


in accordance with Ch 12,2.7 of the Rules for Materials. 


tPe-stbseaeAtprediuctern—checktests—of 


32-43 3.2.10 


Hen-of the-Surveyers- Production weld tests are to be 
performed according to the requirements of Ch 13,4.5 of the 
Rules for Materials. 


Part 5, Chapter 4 
Gas Turbines 


Effective date 1 August 2008 


a Section 4 
Design and construction 


4.9 Welded construction 


4.9.1 Fullstrength-welds-arete-be-usedferattmajereints 


Welding is to be carried out in accordance with the require- 
ments of Chapter 13 of the Rules for Materials, using welding 
procedures and welders that have been qualified in 
accordance with Chapter 12 of the Rules for Materials. 


Part 5, Chapters 5 & 10 


Part 5, Chapter 5 
Gearing 


CORRIGENDUM 


| Section 3 
Design 


3.5 Tooth loading for bending stress 


(Part only shown) 
3.5.2 Tooth form factor, Y¢: 


where he, Of en aNd Se, are shown in Fig. 5.3.1. 


S 
=F = sin (“5 -v) + 18 ( cl ot) 


My COS v Mn 


Effective date 1 August 2008 


i Section 4 
Construction 


4.3 Gearcases 


Existing paragraphs 4.3.4 and 4.3.5 have been renumbered 
4.3.3 and 4.3.4. 


Part 5, Chapter 10 
Steam Raising Plant and Associated Pressure Vessels 


Effective date 1 August 2008 


a Section 7 
General requirements 


1.5 Classification of fusion welded pressure 
vessels 


are-civeria-Ghapter +4 Details of heat treatment, non- 
destructive examination and routine tests (where required) are 
given in Chapter 13 of the Rules for Materials. 


Sel! Hydraulic testing is required for pressure vessels of 
Class 1, 2/1 and 2/2. 


Radiographic 
examination 


Heat 
treatment 


Hydraulic 
test 


Required, 
see Chapter 17 


Spot required, 


See 
Chap 


See 
Chapter 17 


See 
Chapter 17 


10 


Required 


Required 


Required 


Part 5, Chapters 11 & 12 


Part 5, Chapter 11 
Other Pressure Vessels 


Effective date 1 August 2008 LO.) Hydraulic testing is required for all Classes of 
pressure vessels. 
a Section 1 
General requirements 46-8 1.5.9 For a full definition of Classes of pressure 
vessels relating to boilers and associated pressure vessels, 
1.5 Classification of fusion welded pressure see Ch 10,1. 
vessels 


reauirersents-are-civenin-Chapter +4 Details of heat treat- 
ment, non-destructive examination and routine tests (where 
required) are given in Chapter 13 of the Rules for Materials. 


Radiographic 


eS yarnination Heat treatment Routine weld te Hydraulic test 


Required see Chapter 17 Required Required 
see Chapter 17 


Spot required see Chapter 17 Required Required 
see Chapte 


see Chapter17 Required Required 


- _ Required 


Part 5, Chapter 12 
Piping Design Requirements 


Effective date 1 August 2008 


a Section 2 
Carbon and low alloy steels 


2.6 Welded-on flanges, butt welded joints and 
fabricated branch pieces 


2.6.3 Butt welded joints are generally to be of the full 
penetration type and are to meet the requirements of 
GChapter+¢ Chapter 13 of the Rules for Materials. 

2.13 Non-destructive testing 

2.13.1. For details of non-destructive tests on piping 


systems, other than hydraulic tests, see GRhapter—+4 
Chapter 13 of the Rules for Materials. 


11 


Part 5, Chapter 17 


Part 5, Chapter 17 
Requirements for Fusion Welding of Pressure Vessels and Piping 


Effective date 1 August 2008 


3 Section 7 


General 


Existing paragraph 1.1.4 has been renumbered 1.1.3. 


1.2 General requirements for welding plant and 
welding quality 
1.2.1 In the first instance, and before work is 


commenced, the Surveyors are to be satisfied that the 
required quality of welding is attainable with the proposed 
welding plant, equipment and procedures in accordance with 
the guidelines specified in Materials and Qualification 
Procedures for Ships Book A, Procedure 0-4. 


+ +S ’ 

aie -SURe aio sis grants ee 
eralib-ebworcanshin-Records-efthesetests-are-to- }o- be. cept 
anc-arete-be-avatable-forinspection-bythe-Sunveyors- } } 7 
423 171.2.2 All welding is to be te-+the-satisfacter-eHthe 


Surveyers in accordance with the requirements specified in 
Chapter 13 of the Rules for Materials. 


1.3 Manufacture and workmanship of fusion 
welded pressure vessels 
Gh Pressure vessels are to be constructed and 


examined in accordance with the requirements specified in 
Chapter 13 of the Rules for Materials, unless more stringent 
requirements are specified. 


a Section 2 
Manufacture and workmanship of 
fusion welded pressure vessels 
2.2 Materials of construction 


road weldable-arncd-shalhave-prevern-weldability. iH . 
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22d 2.2.1 Where the construction requires post weld 
heat treatment, consideration should be given to certifying the 
material after subjecting the test pieces to a simulated heat 
treatment. 


So mrardrgsete._sethattraceability te-the- orginal manufac a) ni Yall = 
turer-s-cerficateicstmaintained: +4 : } : . 


Sub-Sections 2.3, 2.4, 2.5 and 2.6 have been deleted. 


Existing sub-Section 2.7 has been renumbered 2.3. 


| Secten-3 
Reutneweldtests for pressure 
vessels 


Existing Section 3 has been deleted. 


| Section 4 3 
Repairs to welds on fusion welded 


pressure vessels 
Existing Section 4 has been renumbered Section 3. 
44 3.1 General 


4-4-4 (Gaia Where ren—destrictiie-examinaters+reyeal 


ropairec-in-accerdancewith_thefollowing. Repairs to welds 
on fusion welded pressure vessels are to be in accordance 
with the requirements of Chapter 13 of the Rules for Materials. 


Maierrepairs-shallretbe-carec-outwithoutthe-pror 


{a} 


Part 5, Chapter 17 


fd} PHerte-ceramencing-repaitwelding _cenfitmaten that Table 17.5.1 has been deleted. 
perorming-isuatexamination this maybe-augmented Table 17.5.2 has been deleted. 


COE Pi iekac asi Ided ; 


} there the-pressure-vessetreatires-pestuvelid heattreat- Existing sub-Section 5.2 has been deleted. 


a Section 6 5 
Suneyers satisfaction. Welded pressure pipes 


Existing Section 6 has been renumbered Section 5. 


64 5.1 General 


with the requirements of Ch 13,5 of the Rules for Materials. 
Table 17.6.1 has been deleted. 


Table 17.6.2 has been deleted. 


el Section & 4 
Post-weld heat treatment of Table 17.6.3 has been deleted. 


r rev I 
proscreerr ae Table 17.6.4 has been deleted. 


Existing Section 5 has been renumbered Section 4. 


6+ 4.1. General 


anc-ernds,—andbeferethe—hydrautc—testis—caredoot } } } ™ 
Post-weld heat treatment of fusion welded pressure vessels 
are to be in accordance with the requirements of Chapter 13 
of the Rules for Materials. 


treatment. 
5.1.8. Where the weld connects parts “f different Existing sub-Section 6.2 has been deleted. 
thicknesses, the thickness to be used whgh applying the 
requirements for post weld heat treatmepris to be either the 
thinner of the two plates for butt weldg@ connections, or the 
thickness of the shell for connectigfis to flanges, tubeplates 
and similar connections. 


Existing sub-Section 6.3 has been renumbered 5.2. 


6-3 5.2 Welding workmanship 


5.1.4 Parts are to,4e properly prepared for heat 
treatment, sufficient tefnporary supports are to be provided 
to prevent undue MStortion or collapse of the structure and 
any machined faCes are to be adequately protected against 
scaling. 
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Part 5, Chapter 17 & Part 7, Chapter 9 


and hydrogen grading_o 
accordance witrTable 17.6.2 unless welding procedure 


6-3-6 Gaza Preheating is to be effected by a method 
which ensures uniformity of temperature at the joint. The 
method of heating and the means adopted for temperature 
control are to be to the satisfaction of the Surveyors. 


636 5.2.2 All welding is to be performed in accor- 
dance with the approved welding procedures (see 6.3.1) by 
welders who are qualified for the materials, joint tyoes and 
welding processes employed. 


63-4 5.2.3 Welding without filler metal is generally not 
permitted for welding of duplex stainless steel materials. 


6-3-8 5.2.4 All welds in high pressure and high temper- 
ature pipelines are to have a smooth surface finish and even 
contour; if necessary, they are to be made smooth by 
grinding. 


6-3-9 GFZ) Check tests of the quality of the welding 
are to be carried out periodically at the discretion of the 
Surveyors. 


Existing sub-Section 6.4 has been deleted. 


Existing sub-Section 6.5 has been deleted. 


Section # 6 
Non-Destructive Examination 


Existing Section 7 has been renumbered Section 6. 


74+ 6.1 General 
++ 6.1.1 Ner—Doestuctive—Examinators—Nbeof 
; 

+ + } . Non- 
Destructive Examination (NDE) of pressure vessels is to be 
performed in accordance with the requirements of Ch 13,5 of 
the Rules for Materials. 


7.2 has been deleted. 


Existing sub-Secti 


Existing sub-Section 7.3 has been deleted. 


Existing sub-Section 7.4 has been deleted. 


Existing sub-Section 7.5 has been deleted. 


Existing sub-Section 7.6 has been deleted. 


Existing sub-Section 7.7 has been deleted. 


Part 7, Chapter 9 
Navigational Arrangements for Periodic One Man Watch 


CORRIGENDA 


|_| Section 5 


Integrated Bridge Navigation 
System - IBS notation 


5.5 Alarm management 

5.5.7 The following alarms are not to be grouped: 

e Emergency alarms. 

e Seperate Separate group alarms associated with faults 
requiring speed or power reduction or the automatic 
shutdown of propulsion machinery. 

e Steering gear alarms. 


14 


| Section 6 
Trials 
6.1 General 
6.1.2 For IBS Notation, testing at the manufacturer's 


works and trials on board are to be carried out that cover the 
individual components and their interaction; and the bridge 
functions and their integration to form the Integrated Bridge 
System. 


Section numbering in brackets reflects any Section 
renumbering necessitated by any of the Notices that update 
the current version of the Rules for Ships. 


Part 3, Chapter 10 


7.1.3 Reference 2.9 to 2.13 now reads 
2.5 to 2.9. 


Table 10.2.1(6) Reference 2.6.7 now reads 2.2.5. 


Table 10.2.1, 

Note 5 Reference 2.6.7 now reads 2.2.5. 
Table 10.2.5, 

Note 2 Reference 2.6.11 now reads 2.2.8. 


Table 10.2.6 Reference 2.13.15 now reads 2.9.3. 


S:2et4 Reference 2.13 now reads 2.9. 


Part 4, Chapter 8 


4.7.2 Reference Pt 3, Ch 10,2.10.3 now reads 
Ch 18,2.2.2 of the Rules for Materials. 


Part 5, Chapter 3 


3.2.7 Reference Ch 17,8.2 now reads Ch 17,4. 
(Existing) 


Part 5, Chapter 17 


7.1.3 Reference Section 6 now reads Section 5. 
6.3.6 Reference 6.3.1 now reads Section 5 
(Existing) 
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